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PART PREPARED THROUGH SHEET-MAKING PROCESS FOR USE IN PRODUCING 
CASTINGS AND METHOD FOR PREPARATION TYHEREOF 



(57) An element made by papermaking for use in the 
production of a die casting which comprises an organic 
fiber, an inorganic fiber, and a binder, The contents of 
the organic fiber, the inorganic fiber, and the binder are 



preferably 10 to 70 parts by weight, 1 to 80 parts by 
weight, and 1 0 to 85 parts by weight, respectively. The 
binder is preferably an organic binder. The organic fiber 
is preferably pulp fiber. 
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Description 

Technical Field: 

[0001] The present invention relates to an element 
made by paper-making technique which is used in the 
production of die castings and a method of producing a 
die casting using the element. 

Background Art: 

[0002] Production of die castings generally involves 
making a casting mold having a cavity (and, if neces- 
sary, a core) of casting sand, forming a pouring cup, a 
sprue, a runner and a gate to make a passage leading 
to the cavity through which molten metal is fed to the 
cavity (these elements will hereinafter be referred to in- 
clusively as a gating system), and additionally forming 
a vent, a feeder, and a flow-off which lead to the outside. 
The gating system, vent, feeder, and flow-off are formed 
integrally with the casting mold, or the gating system is 
assembled from elements made of refractories such as 
earthenware and brick. 

[0003] Where a casting mold, a gating system, etc. 
are integrally formed of casting sand, it is difficult to de- 
sign the gating system in a three-dimensional and com- 
plicated configuration. Moreover, sand must be prevent- 
ed from entering molten metal. Where, on the other 
hand, elements made of refractories are used to form 
the gating system, it is necessary to prevent molten met- 
al temperature drop due to heat loss, and the assembly 
of the elements is troublesome, involving joining refrac- 
tory elements by tape winding. In addition, after casting, 
the refractories break due to thermal shock, etc. to pro- 
duce a large quantity of industrial waste, the disposal of 
which is labor intensive. In cutting refractory to length, 
a high-speed cutter such as a diamond cutter must be 
used. In general, refractories are hard to handle. 
[0004] The technique disclosed in JP-A-U-1 -60742 
(Japanese utility model laid-open publication) Is among 
known methods addressing these problems. According 
to this technique, a heat-insulating materialobtained by 
molding a slurry comprising organic or inorganic fiber 
and an organic or inorganic binder in a mold is used in 
a gating system, etc. 

[0005] Since the heat-insulating material is molded 
from a mixture of organic or inorganic fiber and an or- 
ganic or inorganic binder, (1) where an organic fiber and 
an organic binder are combined, the heat-insulating ma- 
terial thermally decomposes on molten metal feeding to 
cause the gating system to shrink largely, which can 
lead to molten metal leakage from the gating system. 
(2) Where an inorganic fiber and an inorganicbinderare 
combined, it is difficult to mold into a heat-insulating ma- 
terial in a three-dimensional configuration (e.g., a hollow 
shape) or in a design with a joint, resulting in a failure 
to make a gating system, etc. matching various cavity 
shapes. 



[0006] It is also known to use a core produced from 
cellulose fiber mixed with inorganic powder and/or inor- 
ganic fiber (see, e.g., JP-A-9-253792). Containing inor- 
ganic powder or inorganic fiber, the core can be pro- 

5 duced with suppressed shrinkage on drying. By use of 
this core, generation of gas or tar-like polymers from cel- 
lulose fiber during casting can be suppressed. As a re- 
sult, casting defects are reduced, and casting workabil-' 
ity is Improved. 

'o [0007] Notwithstanding these advantages, the core 
according to this technique contains no binder. There- 
fore, it is not suited to assemble a gating system and the 
like including a hollow runner in conformity to various 
cavity shapes. 

15 [0008] Accordingly an object of the present invention 
is to provide an element made by papermaking tech- 
nique for use in the production of die castings which is 
less liable to thermal shrinkage accompanying thermal 
decomposition, capable of assembling a gating system, 

20 etc. inconformitywithvariouscavityshapes.andiseasy 
to handle. 

Disclosure of the Invention: 

25 ' [0009] The present invention accomplishes the above 
object by providing an element made by papermaking 
technique for use in the production of castings (herein- 
after referred to simply as "molded element", "element 
for casting" or more simply just as "element") which 

30 comprises an organic fiber, an inorganic fiber, and a 
binder. 

[001 0] The present invention also provides a method 
of producing a die casting using an element made by 
papermaking technique which comprises an organic fib- 
35 er, an inorganic fiber, and a binder, wherein the element 
is disposed in casting sand. 

[001 1 ] The present invention also provides a method 
of producing an element for use in the production of die 
castings; which comprises the steps of forming a mold- 
4° ed article by papermaking from a slurry containing an . 
organic fiber and an inorganic fiber and incorporating a 
binder into the molded article. 

Brief Description of the Accompanying Drawings: 

45 

[001 2] FIG. 1 is a schematic half cross-section show- 
ing an embodiment of the invention in which the element 
for casting ie used as a sprue. 
[0013] FIG. 2 is a schematic half cross-section of a 

so preform (precursor) of the element according to the 
above embodiment, in which FIG. 2(a) shows the state 
before cutting, and FIG! 2(b) the state after cutting. 
[0014] FIG. 3 is a perspective schematically showing 
arranged elements of the invention. 

55" [0015] FIG. 4 is a schematic cross-section showing 
connections of the elements of the invention in another 
embodiment of the present invention. 
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Best Mode for Carrying out the Invention: 

[0016] The present invention will be described with 
reference to its preferred embodiments. 
[0017] The element according to the present inven- s 
tion comprises an organic fiber, an inorganic fiber, and 
a binder. 

[001 8] The organic fiber forms the skeleton of the el- 
ement before being used in die casting. On casting, part 
or the whole of the organic fiber bums by the heat of 10 
molten metal to leave voids in the element after casting. 
[0019] The organic fiber includes paper fiber and fi- 
brillated synthetic or regenerated fibers (e.g., rayon fib- 
er). These fibers are used either individually or as a mix- 
ture of two or more thereof Preferred of them is paper <5 
fiber for the following reasons. Paper fiber is easily and 
stably available and therefore contributory to reduction 
of molding cost. Paper fiber is easy to mold into a variety 
of shapes by papermaking technique. A paper fiber- 
molded article after dewatering and drying exhibits suf- so 
ficient strength. 

[0020] Thepaperfiberincludesnotonlywoodpulpbut 
non-wood pulp, such as cotton pulp, linter pulp, bam- 
boo, and straw. Virgin pulp or used paper (recycled) pulp 
can beusedeitheraloneorincombinationthereof. From ss 
the standpoint of ease and stability of supply, environ- 
mental conservation, and reduction of production cost, 
used paper pulp is preferred. 

[0021] It is preferred for the organic fiber to have an 
average length of 0.8 to 2.0 mm, particularly 0.9 to 1 .8 30 
mm. Where the average length of the organic fiber is too 
small, the resulting molded article can suffer from cracks 
on its surface or tends to have reduced mechanical 
properties, such as impact strength. Too large an aver- 
age fiber length can result in thickness variation or de- 35 
terioration of surface smoothness. 
[0022] The content of the organic fiber is preferably 
1 0 to 70 parts by weight, more preferably 20 to 60 parts 
by weight. The unit "part(s) by weight" as used through- 
out the description is based on 1 00 parts by weight of *o 
the total amount of an organic fiber, an inorganic fiber, 
and a binder. When the organic fiber content is too small, 
the slurry has reduced moldability due to shortage of or- 
ganic fiberthat is to form the skeleton of a molded article, 
and themolded article tends to have insufficient strength 45 
after dewatering and drying. Too much organic fiber 
generates a large amount of combustion gas on pouring 
molten metal. It can follow that molten metal erupts from 
the sprue or that the flow-off (a thin hollow pipe provided 
on the upper side of a casting mold, through which mol- so 
ten metal rises after filling the cavity) belches a vigorous 
flame. Use of an increased amount of some organic fib- 
ers results in increased cost of production. 
[0023] The inorganic fiber forms the skeleton of the 
element for casting before being used in die casting. On ss 
casting molten metal, it does not bum even with the heat 
of the molten metal and retains its shape. Where, in par- 
ticular, an organic binder (described later) is used as a 



binder, the inorganic fiber is effective to suppress ther- 
mal shrinkage of the organic binder due to the heat of 
the molten metal. 

[0024] The inorganic fiber includes artificial mineral 
fibers, such as carbon fiber and rock wool, ceramic fib- 
ers, and natural mineral fibers. They can be used either 
alone or in combination of two or more thereof. Carbon 
fiber having high strength in high temperatures is pre- 
ferred for controlling the thermal shrinkage. Rock wool 
is preferred for reducing the production cost. 
[0025] The inorganic fiber preferably has an average 
length of 0.2 to 1 0 mm, particularly 0.5 to 8 mm. Where 
the inorganic fiber has too short an average length, the 
slurry has reduced freeness, which can result in insuffi- 
cient dewatering in producing the element. Further, the 
slurry may have poor moldability for making a thick- 
walled article, particularly a hollow article such as a bot- 
tle-shaped one. Where the inorganic fiber has too long 
an average length, the slurry tends to fail to produce a 
molded article with uniform wall thickness and may have 
difficulty in producing a hollow molded element. 
[0026] The content of the inorganic fiber is preferably 
1 to 80 parts by weight, more preferably 4 to 40 parts by 
weight. Where the inorganic fiber content is too small, 
the resulting molded element, particularly the one ob- 
tained using an organic binder, has reduced strength in 
casting, and the molded element tends to suffer from 
shrinkage, cracking, delamination (separation of the 
wall into an inner layer and an outer layer) and the like 
due to carbonization of the binder. Moreover, there is a 
fear that part of the molded element orcasting sand may 
enter molten metal to produce a defective casting. A 
slurry having too high an inorganic fiber content has re- 
duced molding properties particularly in the steps of pa- 
permaking and dewatering, Use of an increased amount 
of some inorganic fibers results in increased cost of pro- 
duction. 

[0027] The weight ratio of the inorganic fiber to the 
organic fiber (i.e., inorganic fiber content/organic fiber 
content) is preferably 0.15 to 50, more preferably 0.25 
to 30, in the case where the inorganic fiber is carbon 
fiber, and preferably 1 0 to 90, more preferably 20 to 80, 
in the case where the inorganic fiber is rock wool. A slur- 
ry containing too much inorganic fiber has reduced 
molding properties in papermaking and dewatering so 
that a molded article may break when removed from a 
papermaking mold. Where the proportion of the inorgan- 
ic fiber is too small; the resulting molded element tends 
to shrinkon account of thermal decomposition of theor- 
ganic fiber or an organic binder hereinafter described. 
[0028] The binder includes organic binders and inor- 
ganic binders as hereinafter described. The organic 
binders and the inorganic binders can be used either 
individually or as a mixture thereof. 
[0029] The organic binder may be incorporated into a 
slurry for producing a molded article or infiltrated into a 
molded article. Where added to a slurry, the binder binds 
the organic fiber and the inorganic fiber during drying a 
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molded article to provide a high strength element. 
Where infiltrated into a molded article, the binder cures 
on drying the impregnated article and carbonizes on 
casting by the heat of molten metal, whereby the molded 
element maintains strength during casting. 
[0030] The organic binders include thermosetting res- 
ins, such as phenol resins, epoxy resins, and furan res- 
ins. Preferred of them are phenol resins in view of re- 
duced generation of combustible gas, inhibitory effect 
on burning, and a high carbon residue content after ther- 
mal decomposition (carbonization). The phenol resins 
to be used include novolak phenol resins that require a 
curing agent as described later and those requiring no 
curing agent such as resoi type ones. The organic bind- 
ers can be used either individually or as a mixture of two 
or more thereof. 

[0031] The inorganic binders include those capable of 
binding the organic fiber and the inorganic fiber when a 
molded article is dried (before casting), those which re- 
main on casting to suppress generation of combustion 
gas or flame, those which melt by the heat on casting to 
manifest the ability as a binder, and those effective in 
inhibiting carburizing on casting. 
[0032] The inorganic binders include compounds 
mainly comprising Si0 2 , such as colloidal silica, obsid- 
ian, perlite, ethyl silicate, and water glass. Among them 
colloidal silica is preferred in view of its independent util- 
ity and ease of application, and obsidian is preferred 
from the standpoint of capability of being added to a slur- 
ry and prevention of carburizing. The inorganic binders 
can be used either individually or as a mixture of two or 
more thereof. 

[0033] The content of the binder is preferably 1 0 to 85 
parts by weight, more preferably 20 to 80 parts by 
weight, on a solid basis. Too small a binder content can 
result in pinholes of the element or reduction In com- 
pressive strength of the element. Where the organic 
binder is used, there tend to be cases in which the cast- 
ing sand enters a cast product during casting due to in- 
sufficient strength of the element. Where the binder con- 
tent is too large, a molded article tends to stick to a mold 
on drying and have difficulty in removal from the mold. 
[0034] Where a binder other than obsidian is used, a 
preferred content of the binder is 10 to 70 parts by 
weight, particularly 20to 50 parts by weight. Where ob- 
sidian is used as a binder, it is preferably used in an 
amount of at least 20 parts by weight in the total binder. 
The binder may consist solely of obsidian. 
[0035] Where a novolak phenol resin is used in the 
production of the element for casting, a curing agent is 
required. Because a curing agent is soluble in water, it 
is preferably applied to the surface of a dewatered mold- 
ed article. Hexamethylenetetramine is a preferred cur- 
ing agent. 

[0036] Two or more kinds of binders different in melt- 
ing point or thermal decomposition temperature can be 
used in combination. In order for the element to retain 
its shape in ambient temperature before casting until af- 



ter it is exposed to a high casting temperature and in 
order to prevent carburizing during casting, it is pre- 
ferred to use a low-melting binder and a high-melting 
binderin combination. In this case, the low-melting bind- 

5 er includes clay, waterglass, and obsidian, and the high- 
melting binder includes colloidal silica, wollastonite, 
mullite, and Al 2 0 3 . Acornbination of obsidian and a phe- 
nol resin is an example of the combination of binders 
different in melting point or thermal decomposition tem- 

10 perature. Obsidian has a melting point of 1200°C to 
1300°C, and phenol resins have a thermal decomposi- 
tion temperature of about 500°C. As a result of meas- 
urement of weight loss on heating in nitrogen gas 
(TG-DTA), a phenol resin 40 wt% decomposes, and 

15 about 50% of th e decomposable component decompos- 
es at about 500° C. 

[0037] The element for casting according to the 
present invention can contain a paper strengthening 
agent in addition to the organic fiber, the inorganic fiber, 
20 and the binder. When a preform of a molded article is 
impregnated with a binder as described infra, the paper 
strengthening agent serves to prevent the preform from 
swelling. 

[0038] A preferred amount of the paper strengthening 

■25 agent to be used is 1 to 20%, particularly 2 to 10%, 
based on the total weight of the fibers. Where added in 
too small an amount, the paper strengthening agent pro- 
duces an insubstantial effect on swelling prevention or 
tends to fail to be fixed onto the fibers. With too much 

30 paper strengthening agent added, no further effect re- 
sults, and a molded article tends to stick to the mold. 
[0039] The paper strengthening agent includes poly- 
vinyl alcohol, carboxymethyl cellulose (CMC), and a 
polyamideaminerepichlorohydrin resin. 

35 [0040] The element for casting according to the 
present invention can further contain such components 
as a coagulant and a colorant. 
[0041] The thickness of the molded element for cast- 
ing is subject to variation according to the purpose of 

40 use. At least the part of the element which comes into 
contact with molten metal preferably has a thickness of 
0.2 to 5 mm, particularly 0.4 to 3 mm. Too thin an ele- 
ment has insufficient strength and tends to yield to the 
pressure of casting sand and have difficulty in retaining 

-* 5 its shape and functions as required. Too thick an ele- 
ment has reduced air permeability, incurs increase of 
material cost, requires a longer molding time, and even- 
tually results in increase of production cost. 
[0042] The molded element for casting preferably has 

so a compressive strength of 1 0 N or higher, particularly 30 
N or higher, before use in casting. With too low com- 
pressive strength, the element tends to be deformed un- 
derpressure of casting sand and deteriorate in function. 
[0043] Where the element for casting is produced by 

55 papermaking using a slurry containing water, it is pre- 
ferred for the element before use (before use in casting) 
to have a water content of not more than 1 0% by weight, 
particularly 8% by weight or less. The lower the wafer 
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content, the less the amount of gas generated by the 
thermal decomposition (carbonization) of the organic 
binder on casting. 

[0044] The specific gravity of the molded element for 
casting before use is preferably 1 .0 or lower, more pref- s 
erably 0.8 or lower. The lower the specific gravity, the 
lighter the element, which will facilitate handling and 
processing of the molded element. 
[0045] The method of producing the element for cast- 
ing will then be described with reference to an example <o 
in which a hollow molded element for casting is pro- 
duced. 

[0046] A slurry comprising the organic fiber, the inor- 
ganic fiber, and the binder in the above-recited ratio is 
prepared. The slurry is prepared by dispersing the fibers 13 
and the binder in a prescribed dispersing medium. The 
binder may be infiltrated into a molded article instead of 
being added to the slurry. 

[0047] The dispersing medium includes water, white 
water, and solvents such as ethanol and methanol. Wa- zo 
ter is particularly preferred in view of stability in paper- 
making and dewatering, stability of quality of molded ar- 
ticles, cost, and ease of handling. 
[0048] The slurry preferably contains the fibers in a 
total weight of 0. 1 to 3%, particularly 0.5 to 2% , by weight 25 
based on the dispersing medium. A slurry containing too 
much fiber can result in thickness unevenness of a 
molded article and poor surface conditions on the inner 
side of a hollow molded article. A slurry containing too 
little fiber can result in formation of a thin-walled part in 30 
the resulting molded article. 

[0049] If desired, the slurry can contain additives in- 
cluding the above-described paper strengthening agent 
and coagulant and an antiseptic. 

[0050] A preform, i.e., a precursor of the molded ele- 35 
ment for casting, is formed using the slurry. 
[0051] The papermaking step for preparing a preform 
is carried out using a papermaking/dewatering mold 
which is composed of a pair of splits that are Joined to- 
gether to form a cavity in conformity to the contour of 40 
the preform. A predetermined amount of the slurry is 
poured underpressure (Injected) into the cavity through 
an opening at the top of the mold thereby applying a 
predetermined pressure to the wall of the cavity. Each 
of the splits has a plurality of interconnecting holes con- 45 
nectingthecavity and the outside. The inner wall of each 
split is covered with a screen having a predetermined 
mesh size. The slurry is injected by means of, for exam- 
ple, a pressure pump. The injection pressure of the slur- 
ry is preferably 0.01 to 5 MPa, more preferably 0.01 to so 
3 MPa. 

[0052] Since a prescribed pressure is applied to the 
cavity wall as stated above, the dispersing medium of 
the slurry is drained out of the mold through the inter- 
connecting holes. Meanwhile the solid content of the 35 
slurry is accumulated on the screen covering the cavity 
wall to build up a fiber layer with uniform thickness. Be- 
cause the resulting fiber layer comprises the organic fib- 



er and the inorganic fiber in a compiicatedly entangled 
state with the binder existing among the individual fib- 
ers, it has high shape retention even after drying how- 
ever complicated the shape may be. With a prescribed 
pressure being applied to the cavity, the slurry is circu- 
lated and thereby agitated within the cavity. As a result, 
the slurry in the cavity is uniform in concentration to de- 
posit a fiber layer on the screen uniformly. 
[0053] On depositing a fiber layer to a predetermined 
thickness, the slurry injection is stopped.. Air is intro- 
duced into the cavity under pressure to press dewater 
the fiber layer. After air introduction is stopped, the cav- 
ity is sucked through the interconnecting holes, and an 
elastically expandable hollow pressing member (elastic 
pressing member) is inserted into the cavity. The press- 
ing member is made of urethane, fluororubber, silicone 
rubber, an elastomer, etc. that are excellent in tensile 
strength, impact resilience, expandability and contract- 
ibility. 

[0054] A pressurizing fluid is fed into the pressing 
member inserted in the cavity thereby to expand the 
pressing member. The fiber layer is pressed onto the 
inner wall of the cavity by the expanded pressing mem- 
ber. While the fiber layer is thus pressed toward the inner 
wall of the cavity, the inner shape of the cavity is trans- 
ferred to the outer side of the fiber layer, and the fiber 
layer is dewatered at the same time. 
[0055] The pressurizingfluid usedto inflate the press- 
ing member includes compressed air (heated air), oil 
(heated oil), and other various liquids. The feed pres- 
sure of the fluid is preferably 0.01 to 5 MPa with molded 
article production efficiency taken into account. For as- 
suring higher production efficiency, 0.1 to 3 MPa is more 
preferred. Under pressures lower than 0.01 MPa, the 
drying efficiency of the fiber layer reduces, and shape 
transfer properties and the surface properties of the re- 
sulting preform tend to be insufficient. Greater pres- 
sures than 5 MPa bring no further effects only to require 
larger size equipment. 

[0056] Since the fiber'layer is pressed from its inside 
to the inner wall of the cavity, the cavity's inner shape 
can be transferred to the outer surface of the fiber layer 
with good precision no matter how complicated the 
shape may be. Besides, even where an element to be 
molded has a complicated shape, it is produced Without 
involving the step of joining separately prepared parts. 
Therefore, the finally produced element has neither joint 
seams nor thick-walled parts. 

[0057] After the inner shape of the cavity has been 
sufficiently transferred to the outer side of the fiber layer, 
and the fiber layer has been dewatered to a predeter- 
mined water content, the pressurizing fluid is withdrawn 
from the pressing member to let the pressing member 
shrink to Its original size. The shrunken pressing mem- 
ber is removed from the cavity, and the mold is opened 
to take out the fiber layer which is still wet with the pre- 
determined water content. It is possible that the above- 
described step of press dewatering the fiber layer by the 



9 



EP 1 488 871 A1 



10 



pressing member is omitted. In this case, the fiber layer 
is dewatered and shaped simply by introducing air into 
the cavity under pressure. 

[0058] The thus-dewatered fiber layer is then trans- 
ferred to the step of heat drying. s 
[0059] In the heat drying step, a drying mold is used, 
which has a cavity in conformity with the contour of the • 
preform. The mold is heated to a predetermined tem- 
perature, and the dewatered but still wet fiber layer is 
fitted therein. w 
[0060] A pressing member similar to that used in the 
papermaking step is inserted inside the fiber layer, and 
a pressurizing fluid is fed into the pressing member to 
inflate the pressing member. The fiber layer is pressed 
by the inflated pressing member toward to inner wall of « 
the cavity. It is desirable to use a pressing member 
whose surface has been modified with a fluorine resin, 
a silicone resin, and the like. The feed pressure of the 
pressurizing fluid is preferably the same as in the dewa- 
tering step. In this state, the fiber layer is heat dried (the so 
preform is dried). 

[0061 ] The heating temperature of the mold for drying 
(the mold temperature) is preferably 180to?50°C, more 
preferably 200 to 240°C, from the viewpoint of surface 
properties and drying time. Too high heating tempera- 25 
tures can burn the preform to impair the surface prop- 
erties. Too low heating temperatures need longer drying 
time. 

[0062] After the fiber layer is dried sufficiently, the 
pressurizing fluid is withdrawn from the pressing mem- so 
berto shrink the pressing member. The shrunken press- 
ing member is removed from the fiber layer. The mold 
is opened to remove the preform. 
[0063] If necessary, the resulting preform may further 
be partly or wholly impregnated with a binder. The binder 35 
to be infiltrated into the preform includes a resol type 
phenol resin, colloidal silica, ethyl silicate, and water 
glass. 

[0064] Where the slurry contains no binder, and the 
preform is impregnated with a binder afterward, it is sim- *o 
pier to treat the slurry or white water. 
[0065] The binder-impregnated preform is heat dried 
at a predetermined temperature to thermally cure the 
binder. The preform production thus completes. 
[0066] Having been pressed by the elastic pressing 4S 
member, the resulting element made by papermaking 
has high smoothness on both the inner and outer sur- 
faces and therefore enjoys high molding precision. Even 
an element having a part to be joined with another ele- 
ment or a threaded part can be obtained with high ac- so 
curacy/Therefore, elements connected at the joints or 
the threads are securely proof against molten metal 
leaks and allow molten metal to flow therethrough 
smoothly. Further, the thermal shrinkage of the element 
on casting is less than 5% so that molten metal leaks ss 
due to cracks or deformation of the element can be pre- 
vented without fail. 

[0067] The molded element for casting according to 



the present invention is useful as a sprue as in the em- 
bodiment shown in FIG. 1 , in which numeral 1 indicates 
a sprue. 

[006B] As shown in FIG. 1, the sprue 1 is composed 
of two cylindrical elements 11 and 12 connected by fit- 
ting. The upper opening portion 12a of the cylindrical 
element 12 has an increased diameter over a predeter- 
mined length, and the tip 12b of the opening portion 12a 
has its inner side tapered with the inner diameter in- 
creasing upward (reverse tapered). Thus, the lower end 
opening portion of another element (the cylindrical ele- 
ment 11 in FIG. 1) can easily and securely be fitted into 
the opening portion 12a to a predetermined depth. 
[0069] The diameter of the opening portion 1 2a of the 
cylindrical element 1 2 is increased so that the inner sur- 
face of the cylindrical elements 11 and 12 may form a 
single plane. The lower part of the cylindrical element 
12 is bent in a horizontal direction. To the opening por- 
tion 12c of the horizontal portion is connected a runner 
3 (see FIG. 3). 

[0070] The sprue 1 is preferably produced by making 
a preform 1 0 shown in FIG. 2(a). The preform 1 0 is com- 
posed of integrally molded cylindrical elements 11 and 
1 2. The cylindrical element 11 is integrally connected in 
its inverted state to the upper end of the cylindrical ele- 
ment 12, and the end of the horizontal part of the cylin- 
drical element 12 (which becomes an opening 12c) is 
closed. 

[0071] As shown in FIG. 2(b), the resulting preform 1 0 
is cut at predetermined positions (A and B in FIG. 2(a)). 
The thus separated elements are connected by fitting 
as shown in FIG. 1 to make a sprue with a bend (element 
for casting; see FIG. 3.) 

[0072] The method of producing a die casting will be 
described with reference to the production of a die cast- 
ing by use of the sprue 1 . 

[0073] As shown in FIG. 3, elements for casting made 
by papermaking, i.e., the elements for a gating system 
(the sprue 1 , a pouring cup 2, a runner 3, and gates 4), 
a vent 5, top and side risers 6 and 7, a flow-off 8, and a 
casting mold 9 having a cavity (not shown) are assem- 
bled according to a prescribed configuration. 
[0074] The assembled elements for casting are bur- 
ied in casting sand. Molten metal having a prescribed 
composition is fed to the cavity of the casting mold 9 
through the gating system. Where the organic binder is 
used as a binder, the binder and the organic fiber ther- . 
mally decompose and carbonize by the heat of the mol- 
ten metal but retain sufficient strength. Because the in- 
organic fiber suppresses thermal shrinkage accompa- 
nying the thermal decomposition, each element is sub- 
stantially prevented from cracking or flowing away to- 
gether with the molten metal so that incorporation of 
casting sand into the molten metal does not occur. After 
the casting mold is disintegrated to take out the casting, 
it is easy to remove the elements from the su rface of the 
casting becausethe organic fiberhas decomposed ther- 
mally. 
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[007SJ Casting sands conventionally employed for 
this type of die casting can be used without particular 
restriction. 

[0076] After completion of the casting, the casting 
mold is cooled to a prescribed temperature. The casting 
sand is removed, and the cast product is exposed by 
blasting. Unnecessary parts such as the carbonized el- 
ements, such as the gating system elements, are also 
removed. If needed, the casing is worked-up by trim- 
ming, and the like to complete the production of a die 
casting. 

[0077] As described, the molded element for casting 
according to the present invention has its organic fiber 
burnt by the heat of molten metal to leave voids inside. 
The strength of the element is maintained by the inor- 
ganic ftoer and the binder. After disintegration of the 
casting mo|d, the element can easily be separated and 
removed from casting sand by blasting or like treatment. 
In other words, the element of the present invention re- 
tains its strength while a casting mold is shaped or dur- 
ing casting and reduces its strength after disintegration 
of the mold because of use of the organic fiber, the in- 
organic fiber, and the binder. Accordingly, the method of 
producing die castings using the element of the present 
invention simplifies disposal of waste, reduces the cost 
of disposal, and reduces the waste itself. 
[0078] Where in using the element which is produced 
by using an elastic pressing member and therefore has 
satisfactory surface conditions, there is formed a three- 
dimensional flow passage (i.e., a gating system) which 
causes no turbulence of molten metal while cast. As a 
result, casting defects caused by entrapment of air, dust, 
etc. due to molten metal turbulence can be prevented. 
[0079] Additionally, the element of the present inven- 
tion which is produced by papermaking technique from 
a slurry comprising the organic fiber, the Inorganic fiber, 
and the binder is effective in suppressing flaming during 
casting as compared with an element produced using 
only the organic fiber.. Furthermore, the element of the 
present invention is prevented from reducing the 
strength due to combustion of the organic fiber and 
cracking due to thermal shrinkage accompanying ther- 
mal decomposition (carbonization) of the organic bind- 
er. As a result, casting defects due to incorporation of 
casting sand into the molten metal can be avoided. 
[0080] Having air permeability, the element of the 
present invention allows gas generated on casting to es- 
cape toward the casting sand. Production of defective 
die castings attributed to so-called blowholes is thus 
prevented. 

[0081] The molded element for casting according to 
the present invention is lightweight and easy to cut with 
a simple tool and is therefore excellent in handling prop- 
erties. 

[0082] The present Invention is not limited to the 
above-described embodiments, and various changes 
and modifications can be made therein without depart- 
ing from the spirit and scope thereof. 



[0083] For example, the element can have means for 
adjusting its length, which makes the element more con- 
venient to handle. The length -adjusting means includes 
the following methods. Where two elements are to be 

s connected, the inner side of one element and the outer 
side of the other are male/female threaded so that the 
total length of the two elements may be adjusted by the 
degree of screwing in; or a cylindrical element may have 
bellows provided in its lengthwise middle so that the 

»o length of the element may be adjusted by extending or 
contracting the bellows. 

[0084] The element for casting according to the 
present invention can be applied to not only a non- 
branched configuration such as the sprue 1 but a T- 
15 shaped sprue 1' shown in FIG. 4. In this way, a gating 
system can be designed to have a variety of configura- 
tions as shown in FIG. 4. 

[0085] The element for casting according to the 
present invention can be used as not only the sprue 1 
20 as in the above-described embodiment but the runner, 
the gate, the vent, the riser, the flow-off (numerals 2 to 
8), a.core (notshown), the casting mold itself, which are 
shown in FIG. 3, and a runner on the Inner side of the 
mold. 

25 [0086] The element for casting according to the 
present invention can be shaped into a cylindrical sprue 
having a slag trap portion. The slag trap portion has a 
filter effect to produce a die casting with higher purity. 
[0087] While in the above embodiment a novolaktype 

so phenol resin is used, a resol type phenol resin is also 
useful. In this case, it is possible that a sprue is molded 
by papermaking using a slurry containing the resol type 
phenol resin, dewatering, and impregnating the result- 
ing wet preform with the resin. It is also possible that the 

35 phenol resin is infiltrated into the dried preform followed 
by heat treatment. 

[0088] The method of producing a die casting accord- 
ing to the present invention is applicable to not only cast 
iron but nonferrous metats, such as aluminum and its 
40 alloys, copper and its alloys, nickel, and lead. 

[0089] The present invention will now be illustrated In 
greater detail with reference to 

Examples. 

45 

EXAMPLE 1 

[0090] A prescribed fiber layer was made by paper- 
making using a slurry shown below. The fiber layer was 
so dewatered and dried to obtain a sprue (element for cast- 
ing; weight: about 1 6 g) having the shape shown in FIG. 
2(a) and the following physical property. 

Preparation of the slurry I: 

55 

[0091] The organic fiber and the inorganic fiber de- 
scribed below were dispersed in water to prepare an 
about 1 % slurry (a total content of the organic fiber and 
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the inorganic fiberwas 1% by weight with respect to wa- 
ter). The binder and the coagulant shown below were 
added to the slurry (to prepare a stock). The weight mix- 
ing ratio of the organic fiber, inorganic fiber and binder 
was as shown below. 5 

Composition of the slurry I: 

[0092] 

Organic fiber: recycled newspapers; average fiber 
length: 1 mm; freeness (CSF-Canadian Standard 
Freeness): 150 cc 

Inorganic fiber: Carbon fiber (Torayca chopped fib- 
er, available from Toray Industries, Inc.; fiber length: '5 
3 mm) was beaten. 

The organic fiber, the inorganic fiber, and the phenol 
resin were mixed into a slurry at a weight ratio of 2: 
3:5. The resulting slurry had a freeness of 300 cc. 
Binder: phenol resin (SP1006LS, available from zo 
Asahi Organic Chemicals Industry Co., Ltd.) 
Coagulant: polyacrylamide coagulant (A110, avail- 
able from Mitsui Cytec Ltd.) 
Dispersing medium: water 

Organic fibeninorganic fiber:binder=2:3:5 (by 25 
weight) 

Papermaking and dewatering steps: 

[0093] A papermaking mold having a cavity corre- 30 
sponding to the shape shown in FIG. 2(a) was used. A 
screen of predetermined mesh size was disposed on the 
cavity-forming surface of the mold. The mold had a large 
number of interconnecting holes connecting the cavity- 
forming surface and the outside. The mold was a split 3S 
mold composed of a pair of splits. 
[0094] The slurry I was circulated by a pump. A pre- 
determined amount of the slurry I was injected into the 
papermaking mold while removing water from the slurry 
I through the.interconnecting holes thereby to deposit a *o 
prescribed fiber layer on the screen. After the predeter- 
mined amount of the slurry I was injected, pressurized 
air was introduced into the papermaking mold to dewa- 
ter the fiber layer. The pressure of the pressurized air 
was 0.2 MPa, The time required for dewatering was 4s 
about 30 seconds. 

Curing agent application step; 

[0095] In water was dispersed hexamethylenete- so 
tramine (curing agent) in an amount corresponding to 
15% by weight of the binder. The resulting dispersion 
was uniformly applied to the entire surface of the result- 
ing fiber layer. 

55 

Drying step: 

[0096J A drying mold having a cavity-forming surface 



corresponding to the shape shown in FIG. 2(a) was 
used. The mold had a large number of interconnecting 
holes connecting the cavity-forming surface andthe out- 
side. The mold was a split mold composed of a pair of 
splits. 

[0097] The fiber layer coated with the curing agent 
was removed from the papermaking mold and trans- 
ferred into the drying mold heated to 220°C. A bag- 
shaped elastic pressing member was inserted into the 
drying mold from the top opening. A pressurizing fluid 
(pressurized air, 0.2 MPa) was introduced into the elas- 
tic pressing member in the closed drying mold to expand 
the pressing mold. The fiber layer was pressed to the 
inner wall of the drying mold by the pressing member 
thereby transferring the inner shape of the drying mold 
to the surface of the fiber Jayer while drying the fiber lay- 
er. After press drying for a predetermined time (1 80 sec- 
onds), the pressurizing fluid was withdrawn from the 
elastic pressing member to shrink the elastic pressing 
member. The shrunken pressing member was taken out 
Of the drying mold, and the resulting molded article was 
removed from the drying mold and cooled. 

Cutting and assembly steps: 

[0098] The resulting molded article was cut as shown 
in FIG. 2(b), and the cut pieces were fitted together to 
form a sprue as shown in FIG. 1 . 

Physical property of sprue: 

[0099] Thickness: 0.8 to 1 .0 mm 

EXAMPLE 2 

[01 00]. A prescribed fiber layer was formed by paper- 
making using the slurry II shown below. The fiber layer 
was dewatered and dried to obtain a preform having the 
shape shown in FIG. 2(a). The preform was impregnat- 
ed with a binder as described infra, followed by drying 
to heat-cure the binder to obtain a sprue (element for 
casting; weight: about28g) having the physical property 
shown below. 

Preparation of the slurry II: 

[0101] The organic fiber and the inorganic fiber de- 
scribed below were dispersed In water to prepare an 
about 1 % slurry (a total content of the organic fiber and 
the inorganic fiber was 1 % by weight with respect to wa- 
ter). The binder and the coagulant shown below were 
added to the slurry (to prepare a stock). The weight mix- 
ing ratio of the organic fiber, inorganic fiber and binder 
is shown below. 
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Composition of the slurry II: 
[0102] 

Organic fiber: recycled newspapers; average fiber 
length: 1 mm; CSF: 150 cc 
Inorganic fiber: Carbon fiber (Torayca chopped fib- 
er, available fromToray Industries, Inc.; fiber length: 
3 mm) was beaten. 

Theorganic.fiberandtheinorganicfiberweremixed 
into a slurry at a weight ratio of 2:1 . The resulting 
slurry had a freeness of 300 cc. 
Binder: obsidian (Nicecatch, available from Kinsei- 
matecCo., Ltd.) 

Paper strengthening agent: polyvinyl alcohol fiber 
. (5% by weight with respect to the organic fiber) 
Coagulant: polyacrylamide coagulant (A110, avail- 
able from Mitsui Cytec Ltd.) 
Dispersing medium: water 
Organic fiber: inorganic fiber:binder=20: 10:40 (by 
weight) 

Papermaking and dewatering steps:' 

[0103] A fiber layer was formed by papermaking and 
dewatered in the same manner as in Example 1 . 

Drying step: 

[0104] The same drying mold as in Example 1 was 
used. The fiber layer removed from the papermaking 
mold was transferred into the drying mold heated to 
220°C. A bag-shaped elastic pressing member was in- 
serted into the drying mold from the top opening. Drying 
was carried out in the same manner as in Example 1 to 
obtain a preform. 

Binder impregnating step: 

[0105] The resulting preform wascutas shown in FIG. 
2(b) and immersed in a binder (resol type phenol resin 
liquid) to infiltrate the binder into the whole of the molded 
article. 

Drying and curing step: 

[0106] The preform was dried in a drying oven at 
150°C for about 30 minutes to heat-cure the binder. 
[0107] The resulting preform had an organic fiber-in- 
organic fiber:binder(obsidian+phenol resin) weight ratio 
of 20:1 0:55 (40+15). 

Cutting and assembly steps: 

[0108] The resulting preform was cut as shown in FIG. 
2(b) and fitted together as shown in FIG. 1 to obtain a 
sprue. 



Physical property of sprue: 

[01 09] Th ickness: 0.7 to 1 . 1 mm 

5 Production of die casting: 

[0110] A gating system as shown in FIG. 3 was as- 
sembled using each of the sprues obtained in Examples 
1 and 2. A casting mold was set up. A molten metal 
10 (1 400°C) was poured from the pouring cup. 

Evaluation of sprue after casting: 

[0111] In casting using each of the sprues, neither 
15 eruption of the molten metal from the pouring cup nor a 
vigorous flame from the flow-off was observed. After 
casting, the casting mold was disintegrated to find the 
sprue covering the solidified metal. The sprue was eas- 
ily removed from the metal by blasting. 
^0 [0112] As described, it was confirmed that the sprues 
(elements for casting) obtained in Examples 1 and 2 are 
prevented from thermal shrinkage accompanying ther- 
mal decomposition, have capability of making a gating 
system, etc. in conformity to various mold cavity config- 
25 urations, and are excellent in handling properties. 

Industrial Applicability: 

[0113] The present invention provides a molded ele- 
30 ment for casting which is prevented from thermal shrink- 
age accompanying thermal decomposition, has capa- 
bility of making a gating system, etc. in conformity to 
various mold cavity configurations, and is excellent in 
handling properties. 



Ciaims 

1 . An element made by papermaking for use in the 
production of a die casting, which comprises an or- 
ganic fiber, an inorganic fiber, and a binder. 

2. The element made by papermaking for use in the 
production of a die casting according to claim 1 , 
wherein the organic fiber content is 1 0 to 70 parts 
by weight, the inorganic fiber content is 1 to 80 parts 
by weight, and the binder content is 10 to 85 parts 
by weight each per 100 parts by weight of the total 
of the organic fiber, the inorganic fiber, and the bind- 
er. 

3. The element made by papermaking for use in the 
production of a die casting according to claim 1 , 
wherein the binder comprises two or more kinds of 
binders different in melting point or thermal decom- 
position temperature. 

4. The element made by papermaking for use in the 
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production of a die casting according to claim 1 , 
wherein the binder is an organic binder and/or an 
inorganic binder. 

5. The element made by papermaking for use in the 5 
production of a die casting according to claim 1, 
wherein the inorganic binder is a compound mainly 
comprising Si0 2 . 

6. The element made by papermaking for use in the 10 
production of a die casting according to claim 1, 
wherein the organic fiber is paper fiber. 

7. The element made by papermaking for use in the 
production of a die casting according to claim 1 , '5 
which is characterized by being hollow. 

8. The element made by papermaking for use in the 
production of a die casting according to claim 1 , 
which has means for controlling the length'thereof. 20 

9. The element made by papermaking for use in the 
production of a die casting according to claim 1 , 
which is composed of a plurality of connectable 
parts. 25 

10. A method of producing a die casting using an ele- 
ment made by papermaking according to claim 1 , 
wherein the element is buried in casting sand. 

30 

1 1 . A method of -producing an element for use in the 
production of a die casting according to claim 1 , 
which comprises the steps of forming a molded ar- 
ticle by papermaking from a slurry comprising the 
organic fiber and the inorganic fiber and incorporat- 35 
ingthe binder into the molded article. 

12. The method of producing an element for use in the 
production of a die casting according to claim 11 , 
wherein the binder is an organic binder, and the or- 40 
ganic binder is incorporated by impregnation. 

13. The method of producing an element for use in the 
production of a die casting according to claim 11, 
wherein the inorganic binder is incorporated into the *s 
slurry. 
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